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1.0 PURPOSE

This John C. Stennis Space Center (SSC) standard (SSTD) provides a qualified American Society
of Mechanical Engineers (ASME) weld procedfmeGas Tungsten Arc Welding (GTAW) of 625
Alloy (UNS N06625) to 300 Series Stainless Steel at SSC.

2.0 APPLICABILITY

This SSTD is applicable when welding is to be performed to the requirements of ASME Boiler and
Pressure Vessel Code (BPVC) Sectihh, ASME Piping Code B31.3, or other codes, as required
by Engineering.

3.0 REFERENCES AND APPLICABLE DOCUMENTS
All references are assumed to be the latest version unless otherwise indicated.

ASME Boiler and Pressure Vessel Code, Sectiomélterials

ASME Boiler and Pressure Vessel Code, SectionNX¥|ding, Brazing and Fusing
Qualifications

ASME B31.3,Process Piping

ASTM A182, Standard Specification for Forged or Rolled Alloy and Stainless Steel Pipe
Flanges, Forged Fittings, and Valves and PartsHagh-Temperature Service

ASTM A213, Standard Specification for Seamless Ferritic and Austenitic /Steg| Boiler,
Superheater, and He&txchanger Tubes

ASTM A240, Standard Specification for Chromium and ChromiNiokel Stainless Steel Plate,
Sheet, anétrip for Pressure Vessels and for General Applications

ASTM A249, Standard Specification for Welded Austenitic Steel Boiler, Superheater, Heat
Exchanger, and Condenser Tubes

ASTM A269, Standard Specification for Seamless and Welded Austenitic Staitdes3ing
for General Service

ASTM A270, Standard Specification for Seamless and Welded Austenitic and Ferritic/Austenitic
Stainless Steel Sanitary Tubing

ASTM A276, Standard Specification for Stainless Steel Bars and Shapes

ASTM A312, StandardSpecification for Seamless, Welded, and Heavily Cold Worked Austenitic
Stainless Steel Pipes

ASTM A314,Standard Specification for Stainless Steel Billets and Bars for Forging

ASTM A351, Standard Specification for Castings, Austenitic,FoessureContaining Parts

ASTM A358, Standard Specification for ElectrieusionWelded Austenitic Chromiufdickel
Stainless Steel Pipe for HigFemperature Service and General Applications

ASTM A376, Standard Specification for Seamless Austenitic Steelf@ipHigh Temperature
Service

ASTM A403, Standard Specification for Wrought Austenitic Stainless Steel Piping Fittings
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ASTM A409, Standard Specification for Welded Large Diameter Austenitic Steel Pipe for
Corrosive or HighTemperature Service

ASTM A451,Sandard Specification for Centrifugally Cast Austenitic Steel Pipe for-High
Temperature Service

ASTM A473,Standard Specification for Stainless Steel Forgings

ASTM A479, Standard Specification for Stainless Steel Bars and Shapes for Use in Boilers and
Othea Pressure Vessels

ASTM A480, Standard Specification for General Requirements for-Rlalled Stainless and
HeatResisting Steel Plate, Sheet, and Strip

ASTM A484,Standard Specification for General Requirements for Stainless Steel Bars, Billets,
and Forgngs

ASTM A511, Standard Specification for Seamless Stainless Steel Mechanical Bmbing
Hollow Bar

ASTM A554, Standard Specification for Welded Stainless Steel Mechanical Tubing

ASTM A632, Standard Specification for Seamless and Welded Austenitic S¢a8téed Tubing
(SmaltDiameter) for General Service

ASTM A666, Standard Specification for Annealed or Golbrked Austenitic Stainless Steel
Sheet, Strip, Plate, and Flat Bar

ASTM A688, Standard Specification for Seamless and Welded Austenitic Stairdeks St
Feedwater Heater Tubes

ASTM A743,Standard Specification for Castings, Ir@hromium, IroaChromiumNickel,
Corrosion Resistant, for General Application

ASTM A744,Standard Specification for Castings, IrF@hromiumNickel, Corrosion Resistant,
for Sevee Service

ASTM A774,Standard Specification for A&elded Wrought Austenitic Stainless Steel Fittings
for General Corrosive Service at Low and Moderate Temperatures

ASTM A778,Standard Specification for Welded, Unannealed Austenitic Stainless SteelrTubula
Products

ASTM A793, Standard Specification for Rolled Floor Plate, Stainless Steel

ASTM A813, Standard Specification for Singler DoubleWelded Austenitic Stainless Steel
Pipe

ASTM A814, Standard Specification for ColM/orked Welded Austenitic StairdeSteel Pipe

ASTM A908, Standard Specification for Stainless Steel Needle Tubing

ASTM A943, Standard Specification for Sprdyormed Seamless Austenitic Stainless Steel
Pipes

ASTM A959, Standard Guide for Specifying Harmonized Standard Grade Compoditions
Wrought Stainless Steels

ASTM A965, Standard Specification for Steel Forgings, Austenitic, for Pressure and High
Temperature Parts

ASTM A988, Standard Specification for Hot IsostaticaP®yressed Stainless Steel Flanges,
Fittings, Valves, and Parts fafigh Temperature Service
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ASTM B366,Standard Specification for Facteiade Wrought Nickel and Nickel Alloy
Fittings

ASTM B443,Standard Specification for Nick€hromiumMolybdenumColumbium Alloy
(UNS N06625) and Nick&hromiumMolybdenursSilicon Alloy(UNS N06219) Plate,
Sheet, and Strip

ASTM B444, Standard Specification for Nick€hromiumMolybdenummColumbium Alloys
(UNS N06625 and UNS N06852) and NiegkaromiumMolybdenurSilicon Alloy (UNS
N06219) Pipe and Tube

ASTM B446,Standard Specification fadicketChromiumMolybdenumColumbium Alloy
(UNS N06625), NickeChromiumMolybdenurnsSilicon Alloy (UNS N06219), and
NicketChromiumMolybdenumrungsten Alloy (UNS N06650) Rod and Bar

ASTM B564,Standard Specification for Nickel Alloy Forgings

ASTM B704,Sandard Specification for Welded UNS N06625, UNS N06219 and UNS N08825
Alloy Tubes

ASTM B705,Standard Specification for Nickéllloy (UNS N06625, N06219 and N08825)
Welded Pipe

ASTM B751,Standard Specification for General Requirements for Nickel anceNidloy
Welded Tube

ASTM B775,Standard Specification for General Requirements for Nickel and Nickel Alloy
Welded Pipe

ASTM B829,Standard Specification for General Requirements for Nickel and Nickel Alloys
Seamless Pipe and Tube

ASTM B834,Standard Spefication for Pressure Consolidated Powder Metallurgy hidickel
ChromiumMolybdenum (UNS N0836MNickelChromiumMolybdenummColumbium
(Nb) (UNS NO06625NickelChromiumliron Alloys (UNS NO6600 and N06690), and
NicketChromiumlron-ColumbiumMolybdenum (S NO7718RAlloy Pipe Flanges,
Fittings, Valves, and Parts

ASTM B924,Standard Specification for Seamless and Welded Nickel Alloy Condenser and Heat
Exchanger Tubes With Integral Fins

ASTM F899,Standard Specification for Wrought Stainless Steels for &lrgistruments

MIL -C-24707,Castings, Ferrous, General Specification For

MIL -DTL-23195,Steel Bars and Forgings, Corrosion Resistant, Austenitic (UNS S30400,
S30403, S31600, S31603, S34700, and S34800)

MIL -DTL-23196,Steel Plate, CorrosioResistan{UNSS30400530403, S316@831603
S31703534700, and S34800)

MIL -E-21562E Electrodes and RodsWelding, Bare, Nickel Alloy

MIL -T-8504,Tubing, Steel, CorrosieResistant (304), Aerospace Vehicle Hydraulic Systems,
Annealed, Seamless and Welded)

SAE AMS 5401 Nickel Alloy, Corrosion and HedResistant, Investment Casting&Ni -
21.5Cr- 9.0Mo- 3.6Cb (Nb) Vacuum Melted, Vacuum Cast Cast

SAE AMS 5402 Nickel Alloy, Corrosion and Hedesistant, Investment Casting&Ni -
21.5Cr- 9.0Mo- 3.6Cb (Nb) As Cast
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SAE AMS 5501 Steel, Corrosion Resistant, Sheet, Strip, and, BESICr - 9.5Ni (304) Cold
Rolled, 125 ksi (862 MPa) Tensile Strength

SAE AMS 5507 Steel, Corrosion and Hed&esistant, Sheet, Strip, and Pl&t&Cr- 13Ni-
2.5Mo SAE 3B16L), Solution Heat Treated

SAE AMS 5510Steel, Corrosion and Hed&esistant, Sheet, Strip and Plgt8Cr- 10.5Ni-
0.40Ti SAE30321) Solution Heat Treated

SAE AMS 5511 Steel, CorrosiorResistant, Sheet, Strip, and Plat8Cr- 9.5Ni (304L)
Soluion Heat Treated

SAE AMS 5512 Steel, Corrosion and Hed&esistant, Sheet, Strip, and Plgt8Cr- 10.5Ni-
0.80Cb (SAE 30347%olution Heat Treated

SAE AMS 5513 Steel, CorrosiofResistant, Sheet, Strip, and Plat8Cri 9.2Ni (SAE 30304)
SolutionHeat Treated

SAE AMS 5524 Steel, Corrosion and Hed&esistant, Sheet, Strip and Plat8Cr- 13Ni-
2.5Mo (SAE 30316polution Heat Treated

SAE AMS 5556 Steel, Corrosion and Hed&esistant, Seamless or Welded Hydraulic Tubing
18Cr- 11Ni- 0.70Cb (S& 30347) Solution Heat Treated

SAE AMS 5557 Steel, Corrosion and Hed&esistant, Seamless or Welded Hydraulic Tubing
18.5Cr- 10.5Ni- 0.40Ti (SAE 30321 polution Heat Treated

SAE AMS 5558 Steel, Corrosion and Hedesistant, Welded Tubing8Cr- 10.5Ni- 0.70Cb
(SAE 30347)Thin Wall Solution Heat Treated

SAE AMS 5559 Steel, Corrosion and He&esistant, Welded Tubing8Cr- 10.5Ni- 0.40Ti
(SAE 30321)Thin Wall Solution Heat Treated

SAE AMS 5560 Steel, Corrosion Resistant, Searsl@sibing 19Cr - 10Ni (SAE 30304)
Solution Heat Treated

SAE AMS 5563 Steel, Corrosion Resistant, Seamless or Welded Tul#@y - 9.5Ni (SAE
30304) Cold Drawn, ¥ Hard Temper

SAE AMS 5564 Steel, Corrosion Resistant, Tubjd®CR- 10Ni (SAE 30304 High-Pressure
Hydraulic, Welded Plus Ultrasonically Tested or Seamless Cold Drawn, One Eighth
Hard Temper

SAE AMS 5565 Steel, Corrosion Resistant, Welded Tubit@Cr- 9.5Ni (SAE 3304), Solution
Heat Treated

SAE AMS 5566 Steel, Corrosion Resistareamless or Welded Hydraulic Tubia§Cr- 10Ni
(SAE30304), High Pressure, Cold Drawn

SAE AMS 5567 Steel, Corrosion Resistant, Seamless or Welded Hydraulic Tu€Gg- 10Ni
(SAE 30304)Solution Heat Treated

SAE AMS 5570Steel, Corrosion and He&tesistant, Seamless Tuhid@Cr- 11Ni- 0.40Ti
(SAE 3@21) Solution Heat Treated

SAE AMS 5571 Steel, Corrosion and He&esistant, Seamless Tuhid@Cr- 10.5Ni- 0.70Cb
(Nb), Solution Heat Treated

SAE AMS 5573 Steel, Corrosion and He&esistantSeamless Tubind7Cr- 12Ni- 2.5Mo
(SAE 30316)Solution Heat Treated
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SAE AMS 5575 Steel, Corrosion and Hedesistant, Welded Tubin®8Cr- 10.5Ni- 0.70Cb
(Nb) (SAE 3347), Solution Heat Treated

SAE AMS 5576 Steel, Corrosion and HedesistantWelded Tubingl8Cr- 10.5Ni- 0.40Ti
(SAE 30321)Solution Heat Treated

SAE AMS 5581 Nickel Alloy, Corrosion and HedResistant, Seamless or Welded Tup@aiNi
- 21.5Cr- 9.0Mo- 3.7Cb (Nb) Annealed

SAE AMS 5584 Steel, Corrosion and Heat Resistarga®less and Welded Hydraulic Tuhing
17Cr- 12Ni- 1.5Mo- C max Cold DrawnOne EighthHard Temper

SAE AMS 5599 Nickel Alloy, Corrosion and HedResistant, Sheet, Strip, and Pl&G2Ni -
21.5Cr- 9.0Mo- 3.7 Cb (Nb) Solution Heat Treated

SAE AMS 5639 Steel, CorrosiorResistant, Bars, Wire, Forgings, Tubing, and Rid§<r -
10Ni, Solution Heat Treated

SAE AMS 5645 Steel, Corrosion and Heat Resistant, Bars, Wire, Forgings, Tubing, and Rings
18Cr- 10Ni- 0.40Ti,Solution Heat Treated

SAE AMS 5647 Steel, CorrosiofResistant, Bars, Wire, Forgings, Tubing, and Rid§<r -
9.5Ni, Solution Heat Treated

SAE AMS 5648 Steel, Corrosion and Hedesistant, Bars, Wire, Forgings, Tubimgd Rings,
17Cr- 12Ni- 2.5Mo,Solution Heat Treated

SAE AMS 5653 Steel, Corrosion and Hedesistant, Bars, Wire, Forgings, Tubing, and Rings
17Cr- 12Ni- 2.5Mo (0.030 Max C) (316L¥olution Heat Treated

SAE AMS 5654 Steel, Corrosion and Heat Resistant, Bars, Wire, Forgings, Tubing, and Rings
18Cr- 11Ni- 0.60Cb (Nb) (347)Premium Aircraft Quality, Consumable Electrode
Melted, Solution Heat Treated

SAE AMS 5666 Nickel Alloy, Corrosion and HedResistant, Bars, Forgings, Extrusions, and
Rings 62Ni- 21.5Cr- 9.0Mo- 3.65(Cb [Nb]+Ta), Annealed

SAE AMS 5857 Steel, CorrosiorResistant, Bars and Wir&9Cr- 10Ni (304) High Yield
Strength, Solution Heat Treated and Cold Worked

SAE AMS 5868 Steel, CorrosiorResistant, Seamless and Welded Aircraft Tuldi@r- 9.5Ni
(SAE 30304)Cold Drawn,Half-Hard Temper

SAE AMS 5869 Nickel Alloy, Corrosion and HedResistant, Sheet, Strip, and Pl&&8Ni -
21.5Cr- 9.0Mo- 3.7Ch Solution Heat Treated

SAE AMS 5896 Steel, Corrosion and Hedesistant, Seamless or Welded Hydraulic Tubing
18.5Cr- 10.5Ni- 0.55Ti SAE 3321), Solution Heat Treated and Cold Drawii8 Hard
Temper

SAE AMS 5897 Steel, Corrosion and He&esistant, Seamless or Welded Hydraulic Tubing
18.5Cr- 11Ni- 0.80Cb (SAE 3034 /%olution Heat Treated and Cold Draw@ne
EighthHard Tenper

SAE AMS 5907 Steel Sheet, Strip, and Plate, Corrosion and Heat Residfa@t - 12Ni -
2.5Mo (SAE 30316 old Rolled, 125 ksi (862 MPa) Tensile Strength

SAE AMS 5910 SteelSheet, Strip, and Plat€orrosionResistant19Cr - 9.2Ni (SAE 30304)
Cold Rolled, 125 ksi (862 MPa) Tensile Strength
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SAE AMS 5911 SteelSheet and StripgCorrosiorrResistant19Cr - 9.2Ni (SAE 30304Cold

Rolled, 150 ksi (1034 MPa) Tensile Strength

SAE AMS 5912 SteelSheet and Strip, Corrosion ResistalACr - 9.2Ni (SAE30304) Cold

Rolled, 175 ksi (1207 MPa) Tensile Strength

SAE AMS 5913 Steel, CorrosiorResistant, Sheet and Strip 19(3.2Ni (SAE 30304) Cold

Rolled, Full Hard, 185 ksi (1276 MPa) Tensile Strength

SAE AMSQQ-S-763,SteelBars, Wire, Shapes, and Forgs Corrosion Resisting
SAE AMS-T-6845,Tubing, Steel, CorrosieResistant (S30400), Aerospace Vehicle Hydraulic

System 1/8 Hard Condition

SAE J405Chemical Compositions of SAE Wrought Stainless Steels

SAE J467 Special Purpose Alloys ("Superalloys”)

SPR 1440.1Records Management Program Requirements

SPR 8715.1SSC Safety and Health Program Requirements
SSTD80730005CONFIG,Preparation, Review, Approval and Release of SSC Standards
SSTD8070G0013WELD, Classes of Welding Inspection

SSTD807G0014WELD, Qualifying Welders and Welding Procedures

4.0

RESPONSIBILITIES

Responsibilities for the use and control of this SSTD and for the review and approval of
revisions or cancellation of this SSTD shall be as specified in S®ID-0005CONFIG and
the applicable documents referenced therein.

5.0

5.1

REQUIREMENTS AND PROCEDURES
General
All procedures shall be performed in compliance withliapble requirements in SPR 8715.1.

If ever there is a conflict between tl#STDand the SPRherequirements of th8PR shall
supersede thiSSTD.

Items denoted as essential variables in the attached Weld Procedure Specification (WPS),
WPS No. 807@122WELD, shall not be altered when using the WPS. Reraate WPS

may be used only if approved prioruse by thélational Aeronautics and Space
Administration (NASA)SSC Center Operations Directorate Project Management

Division (PMD), the NASA SSC Center Operations Directorate Operations and
Maintenance Diision (OMD),the NASA SSC Engineering af@éstDirectorate

(E&TD), the NASA SSGSafety and Mission Assuranc@&MA ) Office, and in

accordance with ASME Boiler and Pressure Vessel Codes, Section IX, requirements.
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d.

g.
5.2

The attached Procedure QualificatiBecord (PQR) No. 162804SS is the PQR for the
original WPS in this SSTD. When performing new qualifications, a new approved PQR
shall be completed showing all pertinent data and results of the weld procedure
gualification.

For each WPS, the minimum tdugess test temperature under the supporting PQRS, per
QW-170, shall be equal to or less than the minimum service temperature of the weldment,
or -320°F, whichever is higher.

Welders shall be qualified in accordance with SSB70G-0014WELD.

Inspection mthods for welds shall be in accordance with SSBF0G-0013WELD.

Specification Compliances

This procedure may be used for welding UNS N06625, 26010 and 26625 (ASNE Hase
metals. Examples include but are not limited to:

ASME SB-366, SB443, SB444,SB-446, SB564, SB704, and SBr05

ASTM B366B443, B444, B446 B564, B704, B705, B751, B775, B829, B834, B924.
MIL -E-21562E

SAE AMS 5401 AMS 5402,AMS 5581, AMS 5599AMS 5666, AMS 5869.

The 300 series stainless steel (ASMB)Mase metals to be welded shall be UNS J92600,

J92700, J92710, J92800, J92804, J92900, J92901, J92950, J92999, J93000, S30400, S30452,
S31600, S31603, S31700, S31703, S32100, S34700, S34800, or S38100, conforming to one or
more of the following specificatian

ASME SA-182, SA213, SA240, SA249, SA276, SA312, SA351, SA358, SA376,
SA-403, SA409, SA451, SA479, SA480, SA484, SA666, SA88, SAT781,
SA-813, SA814, SA965, and SA985.

ASTM A182,A213, A240, A249, A269, A270, A276, A312, A314, A351,583 A376,
A403, A409, A451, A473, A479, A480, A484, A511, A554, A632, A666, A688,
A743, A744, A774, A778, A793, A813, A814, A908, A943, A959, A965, A988,
F899.

MIL -C-24707 MIL-DTL-23195, MIL-DTL-23196, MIL-T-8504.

SAE AMS 5501 AMS 5507, AMS 5510, AMS 5511, AMS 5512, AMS 5513, AMS
5524, AMS 5556, AMS 5557, AMS 5558, AMS 5559, AMS 5560, AMS 5563,
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AMS 5564, AMS 5565, AMS 5566, AMS 5567, AMS 5570, AMS 5571, AMS
5573, AMS 5575, AMS 5576, AMS 5584, AMS 5639, AMS 5645, AMS 5647,
AMS 5648, AMS 5653, AMS 5654, AMS 5857, AMS 5868, AMS 5896, AMS
5897, AMS 5907, AMS 5910, AMS 5911, AMS 5912, AMS 5913, ARQ-S
763, AMST-6845, J405, J467.

6.0 RECORDS AND FORMS

a. Records required by the procedures of this SSTD shall be maintained in aceavdlanc
SPR 1440.1 and as specified in this SSTD.

b. All records and forms are the latest version unless otherwise indicated.

c. Forms may be obtained from the SSC Electronic Forms repository or from the NASA SSC
Forms Management Officer. Quality Recordsidemtified in the SSC Master Records
Index.

d. The original, signed WPS and PQR forms and Certificates of Analysis (copies of which are
provided in the Attachments of this SSTD) shall be maintained in Central Engineering Files
(CEF).

7.0 ABBREVIATIONS AND ACRONYMS

AISI American Iron and Steel Institute

AMS Aerospace Material Specification

ASME American Society of Mechanical Engineers
ASTM American Society for Testing and Materials
BPVC Boiler and Pressure Vessel Code

CEF Central Engineering Files

E&TD Engineering & Test Directorate

GTAW Gas Tungsten Arc Welding

OMD Operations and Maintenance Division

MIL Military

NASA National Aeronautics and Space Administration
POR Procedure Qualification Record

PMD Project Management Division

SAE Societyof Automotive Engineers

SM&A Safety Mission & Assurance

SPR John C. Stennis Space Center Procedural Requirement
SSC John C. Stennis Space Center

SSTD John C. Stennis Space Center Standard

UNS Unified Numbering System

WPS Weld Procedure Specification
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8.0 ATTACHMENTS

WPS/PQR

Attachment 8.2 QW-482 WPS 807@122WELD
Attachment 8.2 QW-483 PQR 16258304SS, from the 2001 ASME Boiler and Pressure Vessel Code

Certificate of Analysis
Attachment 8.3 Report b. 3412 (May 28, 2002)
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ATTACHMENT 8.1 : QW-482 Suggested format for WPS
(See QW200.1, Section IV, ASME B&er and Pressure Vessel Code)

National Aeronautics and
Space Administration ASME - WELDING PROCEDURE SPECIFICATIONS (WPS)
John C. Stennis Space Center
Stennis Space Center, MS 39529-6000
Weiding Procedure Specification Record Number o Date Revision Number
8070-0122-WELD September 3, 2019 2
Qualified To Company Name
ASME Boiler and Pressure Vessel Code Syncom Space Services (S3)
Supporting PQR(s) o ) Reference Docs.
1625-304 8§ SSTD-8070-0122-WELD
Scope Joint
GTAW 625 Alloy to 300 Series Stainless Steel See Weld Joint Design Sheet Attached Page 3 of 3.
BASE METALS . THICKNESS RANGE QUALIFIED
Type Alloy ~ Pno. 43 Gmprno. P Mg PHT
Welded To  Stainless Steel P-no. 8 Grp-no, 1 Complete Pen. .188" 2.00" N/A N/A
- LSS — |Complete Pen.
Backing ~ NotPermitted  P-no. __ Gp-no. ___ impact Tested -
Retainers N/A Impact Tested o
Notes See Note A, Fillet Welds All N/A N/A
DIAMETER RANGE QUALIFIED
As-welded With PWHT
Min. Max. Min. Max.
Nominal Pipe Size All N/A N/A
FILLER METALS T THICKNESS RANGE QUALIFIED
Process SFA  Classification F-no. A-no. Chemical Analysis or Trade Name . As-welded With PWHT
Min. Max. Min. Max.
GTAW 5.14 43  ERNiCrMo-3 188" 2.00" N/A N/A
Cons. Insert g = S s
Flux e o -
WELDING PROCEDURE -
Welding Process GTAW
Type Manual == T
Minimum preheat/interpass temperature (°F) - 60°F (Note B.) o o o
Maximum interpass temperature (°F) 350°F -
Tungsten Size EWTH-2(Thoriated 2%)
Tungsten Type 116" - /8" B il -
Filler Metal Size (in.) 116" - 5/32" T -
Layer Number Raot, Fill and Cap ]
Position of Groove o - [ - All | _____ - | o J
Weld Progression Up
Current/Polarity T DC / DCEN () o
Amperes ~ 80-160
Volts 12-20 BB o B
Travel Speed (in./min) ~ 5-10ipm - h —
Maximum Heat Input (kjfin)
DC Pulsing Current
Shielding:  Gas Type Argon 299.9% (Note C.) o o o =
Flow Rate (cth) 15 - 40 CFM
Trailing: Gas Type N/A B |
Flow Rate (cfh) N
Backing:  Gas Type | Argon 299.9% (Note D) o
Flow Rate (cfh) 15-40 CFM o
String or Weave ) See Note E. 3 - N 1
Orifice/Gas Cup Size 4t08 |
Multi/Single Pass per Side Multiple B o
Weld Deposit Chemistry
Notes Other: Remove tack welds during root pass. / Contact Tube to Work Dist: 1/16" to 3/32" (2.0 - 2.4 mm) nominal.

SS8C-937 (05/2019) Page 10f3



Stennis SSTD80700122WELD C
Number Rev.
Standard Effective Date: _October 4 2019
Review Date: October 42024
Pagel4 of 19

Responsible OfficeNASA SSC Center Operations Director@perations and Maintenance

SUBJECT: Procedure for GTAW of 625 Alloy to 300 Series Stainless Steel

National Aeronautics and

Space Administration

John C. Stennis Space Center

Stennis Space Center, MS 39529-6000

ASME - WELDING PROCEDURE SPECIFICATIONS (WPS)

Welding Procedure Specification Record Number
8070-0122-WELD

Date
September 3, 2019

Revision Number
7.

Qualified To
ASME Boiler and Pressure Vessel Code

Company Name
Syncom Space Services (53)

BASE METALS

Peening Not allowed.
Surface Preparation See Note A and F.
Initial/interpass Cleaning  See Note A and F.

Back Gouging Method

Thermal or Mechanical (Grind 1/16" [1.6 mm] minimum, if thermal.) Also note A if grinding.

POSTWELD HEAT TREATMENT
Temperature None

Time and Temperature None

Other None

NOTES

A. Grind with aluminum oxide grinding wheel and/or brush with Stainless Steel wire brush not previously used on Carbon Steel.

$SC-937 (06/2019)

B. Preheat maintenance not required.
C. High flow of shielding gas flow over molten puddle is required to eliminate nitrogen absorption from atmosphere.
D. Minimum 10 minutes of back purge prior to welding.
E. String or Weave, no more than four (4) times weld wire diameter.
F. Wipe with a degreaser-moistened clean, lint-free rag/cloth, then brush with virgin SS brush (not previously used on CS) 2" both
sides of weld joint.
Signature 1 # Ty Signature 2
Engineer Name Signature Muality Name Signature
Doug Dike N George Smith / EJ 5
Date Date MZ'
9/ 15715 7/11/4019 it
L3 {' T
Signature 3 Signature 4
Customer Reviewer Name Signature Customer Name Signature
Benjamin McGrath
Date i (-) W Date
4131 Jé?y/
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